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[57] ABSTRACT 

Device for blow molding a hollow body with a blow 
molding device in which at least two solid flange rings 
are molded in the circumferential wall of tbe hollow 
body from the same thermoplastic synthetic material of 
the hollow body. The flanges are formed by compress- 
ing and fusing the material with a tandem slide. The 
movable slide parts travel unlike distances at unlike 
speeds of movement. 

5 Claims, 2 Drawing Sheets 
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1 5,213,753 

piSS^k fo A?° mpression MOLDING d ^ ; ° h t^^S^^SSSS 

SEVeSee ^INtS A STl™ BE SKde V be VeSSCl Md ,5d «y ^ c^bS in 

SEVERED INTO A VESSEL AND LID a single device. This substantially speeds up manufac- 

. . . . 5 ture and makes it less costly. Additional machine and 

m/^o^ a r-, C ° ntlnuat,0n of a PP hcatlon Ser. No. tool expenditures are eliminated. 

07/687,814, filed Apr. 19, 1991, now abandoned, which Joint vessel and lid production is effected by the 

m "5 a m \ io^ 0nal °l a PP!i cation Ser - No - 5M >«°. method pursuant to the invention by means of a single 

filed Apr. 4, 1990, now U.S. Pat. No. 5,044,923. blow molding device in that the hollow body J!Kn 

BACKGROUND OF THE INVENTION 10 assoc j ated Kd «* simultaneously blown in the blow 

• , » . . molding device in one operation. After molding of the 

Devices are known for blow molding a hollow body finished blown product, the lid or a disposable connect- 

Sn^T ghetto material having a flange ring ing ring lying between the lid and the body of the vessel 

SSKJS^S? k? ^ cir 1 c 1 umfei ; ent ? al waU of need only be separated from the latter to make the body 

hollow body. These blow molding devices typically 15 of the vessel and the lid independent. 

ShM.*.!^ 8 co 1 tmuo , u s annular region in The invention is not limited to rotationally symmetric 

faSrtSSSLSSf m8 ° f thC h £ U °« " h0U ° W bodies ' for exam P' e «»™ but alternatively 
,f™^, !f ^ mt ' al W ° Wmg I r0Ces f; 71,6 P*" 8 ' relates 10 Pa«llelpiped hollow bodies such as. for exam- 

Lw^!f by v coni P rcs ? ,n 8 the . w all portion of the pie, canisters or bottle-like containers with, for example, 
hollow body, where it is located in the annular recess, 20 a rectangular or square cross section 
into a solid ring by driving a movable mold slide in an 

axial direction toward another mold part. BRIEF DESCRIPTION OF THE DRAWINGS 

JFlanges on vessels of synthetic material may be made FIG. 1 is a partial cross-sectional view of the blow 
usmg a prefabricated flange part. Thus it is known, for molding device with the slides open and the blown tube 
example, that a prefabricated flange may be placed in a 25 of synthetic material disposed against the wall of the 
blow molding device as a separate injection molded molding device- 
part This flange may then be welded on the outer wall Fig 2 is a view similar to FIG. 1 with the slides 
of the vessel in the manufacturing process or blow moved in the direction of the axis of the mold- 
molding of the vessel. FIG. 3 is a view similar to FIG. 1 with the slides 

The flange rings formed by blow molding from the 30 closed; and 
2! ^ th .^H 0ll0W Y* y * ? ^ th 8 P r / abr icated flange FIG. 4 is a view of the vessel-lid unit, partly in cross- 

h^JS v^!i d0S ^ , h0l, ° W bod!M ' f ° r ^P' 6 ' section ' after ^ fro « the blow molding device 
bunged vessels, as roll hoops or transport rings. In ucvivc. 

parallelpiped hollow bodies, the closed flanged projec DESCRIPTION OF THE PREFERRED 

tions alternatively serve as wall reinforcements. 35 EMBODIMENT 

rt fY eS ?h 1S .; 0f syn,h ."* c material capable of use with lids For better visualization, only the mold sector of inter- 
of synthetic matenal; that is, the so-called wide-mouth est to an understanding of the bventior i iTshown to the 
drums, are generally understood to include large- drawings mvenwm is snown in the 

volume containers or vessels, for example, of 220-L According to FIG. 1, a second annular slide 2 is in- 
capacity, havmg a fill openmg and a lid which is essen- 40 serted between the mold slide 1 andTstat onary moTd 
™ \ 6 6 d,amet 5 r 1 of the vessel In these 3. Both mold slides are displaceably gdoed ™Ae 

c^^T" f C ^ nn ?°w e VCSSel C ° nsistS ° f 3 direction of tte ™ of the mold. One end ofX mold 

to 7s Pi? N f 4 n7 a 934^ h ' for rr Pk ' SlidC 2 15 Slid8b,e m thC mold Slide 1 and *e other erS 
to u.!>. Fat. No. 4,177,934 is arranged at some distance in the stationary mold part 3 

under the vessel opening. Against this flange rests a 45 When the mold is open, the blown tube 13 of svn- 
SKffi£T5.1 * tUr?,ed -"P Ud of * e v ?f thetic material rests ag^t the S SounlfX 
TheM, m turn, sits on the neck of the opening of the mold, as shown in FIG. 1. An annular recess 4 is defined 

The lid eA™ fi a n=* ™„r . . . j ■ i by the face 6 of the annular slide 2 and the face 8 of the 

wil? toilu^JLefl™! ^ "? !,? dlal eXteMl0n mold s)ide L ™ s annnJ ar recess contains the material 
^f^^A^fJ^T T^T^1T k - 50 fr °m wmchtheflangeonthevesselisto beformed. The 
mg forces i into fhc : wall of the vessel in the axial direc- face 7 of the annular slide 2 and the face 9 of the station- 
v^elhv, 6 ^™ ' P0 - t,0n ' thelidis ^ned <>n the ary mold part 3 define a second aWar receTsf S 
flanS on A SL"",^" 8 ^ ""J" an ° Ular receSS °° ntains material from which Se 

Sfce flanre on tWW engagmg ^ V6SXl ^ 00 thC Hd fOT the vessel h to ta fo ™ed. The 
L^^frH«v^,^ , -w . » ^umferential walls in the corresponding mold parts 2 

Lids of hard synthetic material for vessels are cus- and 3 define the radial extension of the annular rec«s« 
tomanly pre-fabncated as injection molded parts in a 4 and S. ° r ,ne mular recesse s 

separate operation. In addition to a separate injection In the still weldable hot state of the blown tube 13 
moldmg manufacturing process, special injection mold- mold slide 1 and annular slide 2 are movrfSy of the 
mg tools are likewise remnred for this. «, mold in the direction of the stat,^ ^1^3 Se 

SUMMARY OF THE INVENTION speed of movement of the annular slide 2 is lower and its 

T „ „, .„ „ ... . . extent of movement is shorter than the speed of move- 

h accordance with the present invention, the vessel ment and extent of movement of the moM slide T 
and lid are produced m one operation in the blow-mold- FIG. 2 shows the blow molding deWce m a state in 
mg process usmg a single blow mo ding device. Pursu- 65 which the displaceable mold parts 1 S have traveled 
ant to the mvention th« ^accomplished by means of a about half the closing path in the direSrf 1? arrow 

S;tsp^e 0 mol 8 d JSS" ^ ,W ° aI,nUlar • ^ 0 "IV he tUbC " tCrial ,yi »« 

axiauy oispiaceame mold sl.des. ses 4 and 5 is pressed together until, according to the 
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end position shown in FIG. 3, it is compressed and fused 
into the solid flange rings 14 and 15 (FIG. 4). The mov- 
able mold parts 1 and 2 reach their end position of travel 
at the same time. 

In FIG. 4, the cross-sectional part of the vessel-lid 5 
unit taken at 1 80* from the side of the vessel as shown in 
FIGS. 1-3. It is to be added that the whole mold is 
divided in two in the longitudinal or axial direction and 
the two mold halves are movable transversely of the 
longitudinal direction into the opening and closing posi- 10 
tions. 

In FIG. 4, the vessel 11 and lid 10 are still joined by 
an intermediate annular member 12. This disposable 
connecting ring 12 between vessel 11 and lid 10 is next 
cut out, so that vessel 11 and lid 10 become independent 15 
parts. For better identification, the ring 12 to be severed 
is not shaded in FIG. 4. The blow molding device may 
alternatively be designed so that the disposable interme- 
diate ring 12 is eliminated. 

With the present invention, the vessel and lid consist 20 
of the same synthetic material formed from a single 
blown tube and have a like grain. Thus the vessel and lid 
have the same color. 

I claim: 

1. The method for producing a hollow body of syn- 25 
thetic material defining a vessel open at one end and an 
associated lid by means of blow molding, said method 
comprising the steps of: 

a) molding the vessel and the associated lid simulta- 
neously in one blow molding operation with said 30 
lid having a lower surface complementary in shape 

to the upper open end of the vessel for seating 
engagement thereon after being separated from the 
vessel and with a surface flange on the vessel and 
an annular flange on the lid disposed in spaced axial 35 
position along said hollow body; 

b) forming said flanges by blow molding material into 
two annular recesses arranged in spaced axial posi- 
tion in a blow molding device, the blow molding 
device having two annular mold slides, one slide 40 



associated with one recess and the other associated 
with the other recess and compressively molding 
the material in the recesses by axially moving the 
two thereby moving the material within the two 
annular recesses in a direction extending axially of 
the hollow body; and 
c) separating the lid from the vessel after formation of 
the flanges. 

2. The method according to claim 1, wherein the two 
annular mold slides are arranged in the blow molding 
device for forming the flanges and axe displaced at 
unlike speeds and with unlike distances of movement 
with one slide moving toward a fixed mold part in the 
blow molding device and the other mold slide moving 
toward the one mold slide. 

3. The method according to claim 2, wherein: 

a) the annular mold slide for forming the flange of the 
vessel is mounted for sliding movement in the an- 
nular mold slide for forming the flange of the lid; 

b) the sliding movement of both slides is in the same 
direction during the formation of the flanges; and 

c) the speed of sliding movement of the slide for 
forming the flange of the vessel is lower and its 
distance of movement less than that of the slide for 

. forming the flange of the lid. 

4. The method according to either claims 2 or 3, 
wherein the two mold slides are displaced at unlike 
speeds but reach their end positions of movement at the 
same time. 

5. The method according to any one of claims 1-3 
wherein: 

a) the flange of the lid is formed with a downwardly 
facing lower surface forming at least part of the 
lower surface of the lid; and 

b) the flange of the vessel is formed with an upwardly 
facing upper surface upon which the lower surface 
of the flange of the lid engages when the lid is 
placed in seating engagement on the vessel. 
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